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Thls plan defines the requirements and responsibilities for Rocky Mountain Remediation 
Services (RMRS) to perform weldmg at WETS m accordance with the American Society 
of Mechamcal Engineers (ASME) Code for Pressure Piping, B31 Series, and American 
Welding Society (AWS) Structural Weldmg Codes, D1 1, D1 2, and D1 3,  heremfter 
referred to as the Code 

RMRS will not manufacture, alter or repair ASME Code stamped pressure vessels All 
welding on coded vessels will be performed by Kaiser-Hi11 or approved subcontractors 
with the requlred ASME or National Board Stamp 

Thls plan is applicable and mandatory to each component, part or subassembly 
manufactured, altered or repalred by RMRS 

Procedures and practices not specifically addressed m h s  plan wdl be m accordance with 
RMRS policies and procedures 

To ensure proper identification, each drawmg , calculation sheet, specification and 
supportmg document prepared for weldmg components, parts and appurtenances shall be 
identified with a specific project title and project number 

Design calculations shall be prepared by the Design Engmeer for Code fabrication or 
repalr project as requlred Calculations shall comply with the requuements of the 
applicable sections of the Code and the WETS Conduct of Engmeermg Manual (COEM) 

Design specifications shall be prepared by the Design Engmeer as requlred for Code 
projects per the COEM They shall mclude a detailed description of the fabrication or 
repa=, and may lnclude but not lmted to (1) m a t e d  descnphon, (2) material processmg 
procedures, (3) any special lnstructions for coatmg, handlmg, mstallation, systems 
operation tests, etc , and (4) safety considerations 

Drawmgs shall be prepared by the Design Englneer for all items, parts and appurtenances 
related to Code fabrication and repalr projects per the COEM If not identified m the 
design specification, drawmgs shall include (1) weld jomt design, showmg weldmg 
symbols and the Welding Procedure Specification (WPS), (2) a materials list with 
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materials conforrmng to the applicable sections of the Code and specified by the ASTM 
or other specification required by the Code 

2 5 RFETS procedures and standards used for weldmg, heat treating, nondestructive 
examination (NDE), inspection, testmg, and cleamng shall specify the techcal  
requlrernents and acceptance cnteria for Code fabrication or repalr The Design Engmeer 
is responsible for the inclusion of applicable Code requirements into any procedure used 
for a Code project The Design Engmeer is responsible for referencmg applicable 
procedures and standards on design drawings or specifications 

2 6 Design packages for pipmg fabricated m accordance with WETS Standard SP-211, 
"Fabrication of Piping Systems, It shall include a Pipmg Fabrication Traveler 

2 7 All design packages for Code fabncation shall be reviewed and distributed 111 accordance 
with the COEM 

2 8 All design changes includmg material substitution shall be made m accordance with the 
COEM 

3 1 All materials (mcludmg weldmg materials) used for Code projects shall be purchased to 
the ASME (or identical ASTM or AWS) specifications Weldmg material shall comply 
with RFETS Standard SM-125, "Weldmg Rod" and the appropriate WPS Pipmg 
materials shall comply with RFETS Standard SP-220, "Pipmg Material Specification" 

3 2 All Code materials wlll be procured m accordance with RMRS procurement policies and 
procedures The purchase order shall requu-e the supplier to provide identification 
traceability through specification, heat or lot number, sne, AWS or SFA classification, 
purchase order number, and submttal of material test reports Bare filler material 
supplied m cut lengths shall be tagged on both ends with the alloy identification 

3 3 Receiving mpection of Code materials will be performed by Receivmg Control & 
Inspection (RC&I) RC&I reviews the matenal for compliance to the Code material 
specificahon for proper idenhfication marlung, dlmensional compliance and workmanshp 
Documentahon must reference the purchase order number and, upon acceptance, is signed 
by RC&I 
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3 4 Acceptable material is released to the applicable material storage area One copy of the 
signed documentation is shipped with the material The origml certifications, traceable 
through the purchase order number, are filed and maintamed by RC&I 

3 5 All materials for Code projects shall be stored in a controlled area All material shall be 
identified as requued by the Code, and the identification shall be transferred to any portion 
that will later become a separate piece 

3 6 The issuance and use of Code material specified by the design package is controlled by the 
responsible Mamtenance orgarmation 

3 7 The Mamtenance Supervisor shall perform the followmg 

3 7 1 Verify that materials specified are identical to those on the material to be removed from 
the storage area 

3 7 2 Transfer material identification to any portion of the material that will later become a 
separate piece (ie sectionmg of plate) 

3 7 3 Include material test reports in the IWCP package or traveler packet for materials 
includmg weldmg filler metal 

3 7 4 Upon issue, prior to fabrication, the Weldmg Inspector verifies all material is properly 
identified and recorded Material not properly identified shall be rejected 

3 7 5 As part of the fitup and tackweld mspection, the Weldmg Inspector verifies that the 
material approved m step 3 7 4 was used for the fabricationhepau and is properly 
identified 

4 1 WELDING PROCEDURES, QUALIFICATION AND RECORDS 

4 1 1 Weldmg for Code projects shall conform to the requuements of the specified Code 
Weldmg shall be specified by WPSs, which are qualified by Procedure Qualification 
Records (PQRs) and performed by welders or weldmg operators qualified by the Welder’s 
Qualification Records (WQRs) 
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4 1 2 RMRS Engineering is responsible for the preparation of the WPS and conducting the 
qualification tests for the WPS requued by the Code The RMRS WPSs will be qualified 
by RMRS PQRs A subcontractor may supply the weld coupons, machme the test 
speclmens, and perform the mechmcal testmg An RMRS welder will weld the coupon 
with an RMRS representative present RMRS wdl prepare the PQR RMRS Engmeemg 
will mamtam a master copy of WPSs, revisions to WPSs, and the supporting PQRs 

4 1 3 RMRS is responsible for the performance qualificahons of welders and weldmg operators 
in accordance to WETS Standard SM-126, "Welder Qualification, 'I and certifying the 
qualification by the WQR record RMRS may subcontract the qualification testmg and 
record keepmg 

4 1 4 RMRS or a subcontractor will mamtain WQRs and keep a list of currently qualified 
welders The 180-Day Documentation shall be used to document a welder's contmuity 
If subcontracted, the subcontractor will mamtam the qualification records and notify 
RMRS when requalification of a welder is required 

4 1 5 The mamtenance foreman wdl assign welders for Code projects and ensure those welders 
are qualified for the WPS listed on the traveler, drawmg or specification The Weldmg 
Inspector will verify the qualification as specified on the traveler, drawmg, specification 
or IWCP package 

4 1 6 RMRS management, the Design Engmeer, the designated Weldmg Inspector, or the 
Kauer-HA1 management designee responsible for weldmg oversight, may requlre welder 
requalification anytune theu ability is questioned 

4 1 7 Qualified Code welders are assigned a wque  welder identrfication stamp These stamps 
are symbols with a umque number related to each Each stamp will be traceable to the 
person it was issued to by employee number RMRS may subcontract the issue and 
control of stamps RMRS or the subcontractor will mamtam a log of issued stamps 
Stamps shall be not be reissued for a period of one year followmg welder retirement 

4 2 WELDING MATERIAL CONTROL 

4 2 1 Welding filler metal used on Code projects shall be procured and received m the same 
manner as other Code Material 

4 2 2 The Mamtenance Supervisor is responsible for removal and control of filler metal used for 
Code fabrication 
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4 2 3 Cut lengths of bare welding wire must be stored in the original contamer with the heat 
number and manufacturer's markmg If placed m a new contamer, all of the identification 
must be transferred to the new contamer Only cut lengths identified with the heat number 
may be returned to the storage area after use 

4 2 4 Spools of bare welding wire must have the heat number and manufacturer's markings 
This identification must remain intact until the material is depleted Only spools so 
identified may be returned to the storage area after use Spools shall be place in a box or 
plastic bag when not in use to protect from dust and dlrt 

4 2 5 Shlelded metal arc electrodes must have the ASME or AWS designation stenciled on the 
electrode Low hydrogen electrodes must come from an unopened sealed box, or an oven 
set at the temperature recommended by the manufacturer or the Code Electrodes stored 
in an oven must be identifiable the heat/lot number 

4 2 6 Low hydrogen electrodes cannot be used outside the sealed contamer or oven beyond a 4- 
hour period Electrodes exposed beyond this period shall be discarded or used for non- 
Code work 

4 3 FABRICATIONS OR REPAIRS 

4 3 1 The Marntenance Supervisor responsible for the Code fabncation or repm wlll ensure that 
welding is performed in accordance with the WPSs assigned The Supervisor is also 
responsible, along with the designated Welding Inspector, to ensure the following 

(1) Material identificabon markmgs are visible, identrfiable, and traceable on pressure 
retamrung parts 

(2) Edges of plate and pipe are visually exammed for any evidence of lanunations or 
other defects after cuttmg 

(3) Bevelmg, fitup, tack weldmg and weldmg are withm Code acceptable tolerance 

(4) Weld jomts are clean and free of scale, rust and oil at least 1/2 inch beyond the 
weld jomt for ferrous material and at least 2 mch for nonferrous material 

(5) Production welds are identified with the welder by stampmg or etchmg 
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4 3 2 Tack welds are treated as a portion of Code weldmg and will be performed by qualified 
welders usmg a qualified WPS Tack welds to be left m place shall be visually exammed 
and if found to be defective, removed 

4 3 3 Each welder shall stamp all welds made The stamp shall be adjacent to the weld at 
intervals of no more that every 3 feet along the length of the weld Stampmg of tack 
welds is not requlred Repair welds shall be stamped adjacent to the repair 

5 K 

5 1 All mpection and testmg wdl be performed by a subcontractor approved by RMRS The 
Weldmg Inspector is responsible for perforrmng mpect~ons designated by the design and 
IWCP packages Weldmg Inspectors shall be qualified and certified as requlred by the 
Code All Weldmg Inspectors shall also be AWS Certified Weldmg Inspectors (CWIs) 

5 2 All nondestructwe exarmnation (NDE) will be performed by a subcontractor usmg written 
procedures that have been approved by an appomted Level 111 Exammer Appointment 
of the Level III Exammer will be by letter from RMRS, and will be acknowledged m 
writmg by the Level 111 Exammer 

5 3 All NDE subcontractor Written Practices, personnel qualifications, and equipment 
calibrations will be reviewed and approved for Code use by RMRS 

5 4 All NDE personnel shall be properly qualified for the method, and shall be certified to a 
Written Practice meeting the requirements of SNT-TC-1A 

5 5 Radiographc and ultrasomc testmg reports, mcludmg radiographc film shall be evaluated, 
interpreted and accepted by the Level I11 Exammer All NDE reports and film shall be 
reviewed and accepted by RMRS 

5 6 Gages, and testmg and measurmg equipment used for mpection and testmg shall be 
controlled, calibrated and mamtamed by the RFETS Metrology Laboratory or a 
subcontractor Standards used for calibration shall be traceable to the National Institute 
for Standards and Testmg (NIST) where such standards exist 
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c 
Deviations from Code or design package requlrements are defined as nonconformmg 
items All nonconformmg items will be processed in accordance with WETS procedure 
1-A65-ADM-15 01, "Control of Nonconfomng Items 'I 

SUBCONTRACTORS 
RMRS may subcontract any or all weldmg, mpection and testmg as necessary m support 
of RMRS's weldmg activities All subcontractors shall have an established Welding 
Program RMRS shall review the subcontractors program and personnel qualifications 
includrng WPSs, PQRs and WQRs to ensure they meet Code requlrements These 
requlrernents include havmg qualified weldmg procedures, and welders with current 
qualification to the weldmg procedures that will be used for the project 

All subcontracted activities shall be performed m accordance with all established 
engmeermg, health and safety practices utillzed by RMRS 

Each Integrated Work Control Program Work Package requumg weldmg shall stipulate 
safety precautions for these weldmg activities All RMRS and subcontractor weldmg shall 
be performed m accordance with the WETS Health and Safety Practices (HSP) Manual 

REFERENCES 

ASME Boller and Pressure Vessel Code, SecQon E, Weldmg and Brazmg Qualifications 

ASME B31 1, Power Pipmg 

ASME B31 3, Chemcal Plant and Petroleum Refinery Pipmg 

AWS D 1 1, Structural Weldmg Code Steel 

AWS D12, Structural Weldmg Code Alurmnum 

AWS D1 3, Structural Weldmg Code Sheet Metal 
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9 8 
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RFETS Policy 8-64, Welding Program 

RFETS Conduct of Engmeermg Manual 

RFETS Integrated Work Control Program 
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QW-482 SUGGESTED FORMAT FOR WELDING PROCEDURE SPECIFICATION (WPS) 
(See QW-200.1. Section E, ASME Boiler and Pressure Vessel Code) 

Company Name ROCKY MOUNTAJN REMEDIATION SERVICES 

Revision No 0 Date N/A 
Welding Procedure Speclfcaaon No RMRS-TUl Date ( o / ? / q S  

Weldmg pnX;ess(es) GTAW Type(@ MANUAL 

JOINTS QW-402) Detruls 

Joint Design VEE GROOVE 
Baclung Yes 0 No Ix) 
Baclung Matenal (Type) N/A 

0 Metal 0 Nonfusing 
Nonmetallic Ix) Other NONE 

Sketches, PrOdUChOn Drawings, Weld symbols or Wnaen Descnpuon 
should show the general arrangement of the parts to be welded. Where 
apphcable, the root spacing and the detatls of weld groove may be 
specified. 

(At the ophon of the Mfgr , sketches may be attached to illustrate joint design, 
weld layers and bead sequence, e g for notch toughness procedures, for 
mulbple process prooedures, etc ) 

1/lB to l/zT Land 

ll1B to 1W Gap 

* BASE METALS (QW-403) 
P-NO 11 Gr0upN0 1 toP-No 1 Gr0upN0 1 

oc 
Speaficauon type and grade 
to Speaficauon type and grade. 
Chemcal Analysis and Mechanical Property 
to Chemical Analysis and Mechamcal Pmperty 
Thickness Range 

Base Metal Groove 054"TO 750' Fillet ALL 
RpeDm Range Groove 1/2"ToUNLIMlTED Fillet ALL 
Other 

ASTM A-285,A-105,A-lM,A-234 GR A&B TYPICAL 
GR ACB TYPICAL 

* FJLLERMETALS (QW-404) 
Specficauon No (SFA) SFA-5 18 
AWSNO (Class) ER7OS-2 "ROUGH ER7OS-7 
F-NO 6 
A-NO A1 ANDOR A2 
Size of Filler Metal 1/16",3/32" & 1/8" 
Weld Metal 

Thickness Range 
Groove O W T O  750" 
Fillet. ALL 

Ele~aode- Flux (class) NONE 
FluxTradeName NONE 
Consumable Insert. NONE 
Other: 

* Each base metal-frller metal combmuon should be recorded individually 



QW-482 (BACK) 
WPS NO RMRS-TU1 Revision No 0 

POSITIONS (QW-405) 
Posibon(s) of Groove ALL 
Weldmg Progression UP 
Posiuon(s) of Fillet. ALL 

PreheatTemperatm-Mm 6Odeg F 
Interpw Temperature - Max 300 DEG F 
Preheat Msuntenance NONE 
(Contmuous or speaal heattng where apphcable should 
berecoda 

PREHEAT (QW-406) 

POSTWELD HEAT TREATMENT (QW-407) 
Tem-Range NONE 
TuneRange N/A 

GAS@) (QW48)  
Percent Composibon 

Gas@ (Mixture) FlowRate 
Shielding ARGON 999% PURE 1OTO 20 CFH 
Tmhng NONE 
Baclung NONE 

ELECTRICAL CHARACTERISTICS (QW-409) 

Amps (Range)' 80-150 Volts (Range) 10-18 
C m n t .  DC Polarrty KEN- STRAIGHT 

(Amps and volts range should be recorded for each electrode sue, 
posihon. and thckness, etc Thls mfonnabon may be hsted in a 
tabular form strmlar to that shown below ) 

Tungsten Electrode Size and Type: 2% CERIATED TUNGSTEN 3/32 " DIA. 

Mode of Metal Transfer for GMAW N/A 
El- Wwe feed speed m g e  N/A 

TECHNIQUE (QW-410) 
Stnng or Weave Bead STRING 
Office or Gas Cup Size # 4.5 OR 6 
Iniml and Interpass Cleanmg (Brushng, Gnnding, etc ) BRUSHING 
Method of Back Gougmg N/A 
Oscillauon MANUAL 
Contact Tube to Work Dlstance N/A 
Mulhple or Single Pass (per side) MULTIPLE 
Mulhple or Single Electrodes SINGLE 
Travelspeed MANUAL 
Peening NONE 
Other GRINDING ALLOWED TO FEATHER EDGES OF TACK WELDS 

Class 

ER70S-6 

Type 
Polar 

h P  
Range 

100-120 
120-150 

12-15 
12-18 

Other (e g . 
Re-, 

comments, 
Hot W m  
AddlhW 

T e d m w ,  
Torch 

Angle, Etc 



QW-482 SUGGESTED FORMAT FOR WELDING PROCEDURE SPECIFICATION (WPS) 
(See QW-200.1. Section IX, ASME Boiler and Pressure Vessel Code) 

Company Name ROCKY MOUNTAIN REMEDIATION SERVICES B r M P  u 
Weldmg Procedure Speclfcauon No RMRS-T8/8 
Revision No 0 Date NtA 
Weldmg proceSs(es) GTAW Type(s) MANUAL 

Date I J 9 / i) F S u p w g  FQR No (s) RhYRS-TW8 

I 

I JOINTS QW-402) Detalls 

Joint Design VEE GROOVE 
Baclung Yes 0 No Ix) 
Baclung Material (Type) NONE 
0 Metal 0 Nonfusing 
0 Nonmetallic Ix) Other NONE m 

I 
.I 4 1 4 1  1/1r  to lnr Land 

Sketches. Prducaon Drawings, Weld symbols or Wntten Descrrptlon 
should show the general arrangement of the parts to be welded Where 1lleF to 1m G8p 

apphcable. the mot s p a n g  and the derads of weld groove may be 
specified 

(At the ophon of the Mfgr , sketches may be attached to illustrate joint design, 
weld layers and bead sequence, e g for notch toughness procedures, for 
multlple process procedures. etc ) I 

* BASE METALS (QW-403) 
P-NO 8 GXDUPNO 1 tOP-No 8 G~OUPNO 1 

a 
Specdimon type and grade ASTM A-312,A-182.A-240 TYPICAL 
to Spedicauon type and grade TP-304L 

a 
Chermcal Analysls and Mechanical Property 
to Chemical Analysis and Mechmcal Pmperty 

Thickness Range 

PlpeDia Range Groove 1/2"TOUNLIMITED 
Other 

I Base Metal Groove OWTO 750'INCLUSIVE Fillet ALL 

I * FILLERMETALS (QW404) 

I AWSNo (Class) ER3CBL 
Speclfcauon No (SFA) SFA-5 9 

F-NO 6 
A-NO 1 
Size of Filler Metal 1/16",3/32"&1/8" 
Weld Meral 

Thickness Range 
Groove OWTO 750" 
Fillet ALL 

Electrode- Flux (Class) N/A 
FluxTradeName N/A 
Consumable Insert. N/A 
Other 

~~ ~ ~ ~ 

* Each base metal-filler metal combimon should be recorded indwidually 



QW-482 (BACK) 
W S  NO RMRS-T8/8 Revision No 0 

POSITIONS (QW-405) 
Positlon(s) of Groove ALL 
Weldmg Progression UP 
Posiuon(s) of Fillet ALL 

PREHEAT (QW-406) 
k h a t  Tempt~ature - Mm 60 DEG F 
Interpass Temperature - Max 300 DEG F 
Preheat Mamtenance NONE 
(Conunuous or speaal heamg where apphcable should 
berecorded) 

POSTWELD HEATTREATME" (QW-407) 
TemperatureRange NONE 
TuneRange N/A 

GAS ( Q W m )  
Percent Compositlon 

Gas(es) (Muture) FlowRate 
Shielding ARGON 99 9% PURE 10-20 CFH 
Tmlmg NONE 
Bachng ARGON 999% PURE 10-2OCFH 

ELECTRICAL CHARACTERISTICS (QW-409) 

Amps (Range) 90-180 Volts (Range) 10-20 
Current DC P o l ~ t y  DCEN-STRAIGHT 

(Amps and volts range should be recorded for each electrode sue, 
position. and Uuchess. etc Thls informatton may be hsted in a 
tabular form stmdar u) that shown below ) 

Tungsten Electrode Sue and Type 2% CERIATED 3/32" TUNGSTEN 
Mode of Metal Transfer for GMAW N/A 
Electrode Wue feed speed range. N/A 

~ ~ ~ ~ 

TECHNIQUE (QW-410) 
Smng or Weave Bead STRING 
Office or Gas Cup Sue. # 4.5 OR 6 
I n m l  and Interpas Qeamng (Brushmg. Grmhng, etc ) GRINDING TO FEATHER TACK WELDS PERMlTED 
BRUSHING WITH STAINLESS STEEL BRUSH ONLY 
Method of Back Gougmg N/A 
Oscillmon MANUAL 
Contact Tube to Work Dstance NIA 
Multtple or Single Pass (per side) MULTIPLE 
Multtple or Single Electrodes* SINGLE 
Travelspeed MANUAL 
Peening NO 
Other 
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QW-482 SUGGESTED FORMAT FOR WELDING PROCEDURE SPECIFICATION (WPS) 
(See QW-200.1. Section IX, ASME Boiler and Pressure Vessel Code) 

Company Name ROCKY MOUNTAIN REMEDIATION SERV 
Welding Procedure Speclficaaon No RMRS -TU1 Date 10 /T < 
Revision No 0 Date NIA 
Weldmg Rocess(es) GTAW Type(s) MANUAL 

Supporung PQR No (s ) RMRS TU1 

Detalls 

Joint Design VEE GROOVE 
Baclung Yes 0 No IxI 
BaclungMatenalflype) N/A 

0 Metal 0 Nonfusmg 
0 Nonmerahc Other NONE 

Sketches, produchon Drawmgs. Weld symbols or Wntten Descnpuon 
should show the g e d  arrangement of the parts to be welded Where 
apphcable. the root spamg and be &(ads of weld groove may be 
specified 

(At the opuon of the Mfgr , sketches may be attached to tllusaate joint deagn, 
weld layen and bead seqmce, e g for notch toughness ptocedures. for 
muluple process proceduns, etc ) 

1/18 (D lnr Gap 

* BASE METALS (QW-403) 
P-NO 11 GtOupNo 1 tOP-No 1 Gr0upN0 1 

a 
Speaficauon trpe and grade 
to Speaficauon type and grade 
Chemcal Analysls and Mtxhamcal Property- 
to Chemical Analysis and Mcchamal property- 
Thickness Range 

Base Metal Groove O W T O  560" Fillet. ALL 
PlpeDia Range h v e  l/"'TOUWMlTED Fillet ALL 
Other 

ASTM A-285.A-105.A-106.A-234 GR A t B  TYPICAL 
GR A&B TYPICAL 

* FILLERMETALS (QW404) 
Specrfcatlon No (SFA). SFA-5 18 
AWSNO (CIS) ER7OS-2 THROUGH ER7OS-7 
F-NO 6 
A-NO A1 ANDOR A2 
Size of Filler Metal 1/16",3/32" & 118" 
Weld Metal 

'IhlclaKss Range. 
Groovt: OWTO 560" 
Fillet ALL 

Ele~trode- Flu (Class) NONE 
Flux Trade Name NONE 
Consumable Insert NONE 
Other 

* Eacb base metal-filer metal c o m b w o n  shouid be recorded indmdually 



. 

Fier Metal 

QW-482 (BACK) 
WPSNO --TU1 RcvrslonNo 0 

GAS(-) (QW408) 
Pacalt compos1uon 

Gas@ (Mlxnac) FlowRate 
She&g ARGON 999% PURE lOTo2OCFH 
Tmlmg NONE 
Backmg NONE 

ELECTRICAL CHAIUCIERISTICS (QW-409) 

Amps(Range) 80-150 Volts (Range) 10-18 
Cllmnt Dc mhty DCEN-STMIGHT 

(Amps and vults range shouldbencorded foreach elecnodt sue, 
p t l o n ,  aDd th~ckncss, etc Ths mfamaaon may be hted m a 
tabular form sunrlar to that shown below) 

lbgsten Elumde Sue and- 2% CERIATED TU" 3/32 " DIA. 

Mode o f  Meal Transfa f a  GMAW NIA 
ElccaodtW~fecdspccdrangc. N/A 

TECHNIQUE (QW-410) 
Strmg a Weave Bead. !ZRNG 
0ffiOearGasCupSu;c 14.50R6 
hual and Intapass Ckianmg (Brushmg, Grmdmg, etc ) BRUSHING 
Mcthc~dofBackGougmg N/A 
osdlatloa. MANUAL 
Conara %be to Work I)lstance N/A 
Mulhple a Smgle Pass @ex SI&) MULTEU 
Multiple a Smgk Electrodes SINGLE 
TravdSpeed MANUAL 
Peearng NONE 
Other GRINDINGALL,OWEDTOFEATHFREDGESOFTACKWELDS 

I lW I 

t 
80-100 
100-120 1215 

12-18 

Tr;wel 
speed 

MANUAL 



QW-482 SUGGESTED FORMAT FOR WELDING PROCEDURE SPECIFICATION (WPS) 
(See QW-200.1. Section IX, ASME Boiler and Pressure Vessel Code) 

~ 

Company Name \ ROCKY MOUNTAIN REMEDIATION SERVICES 
we&gPmcmime SpecrfCahOII NO - RMRS -~s /8  
RewsionNo 0 Date N/A 
Weldmg pnxxsS(es) GTAW Type.(s) MANUAL 

Date qs/y: Supporung FQR No (s) FdRS-T8/8 

JOINTS QW-402) Details 

JomtDeslgn VEE GROOVE 
Baclung Yes 0 No 
BadungMatenal(Type) NONE 
0 Metal 0 Nonfusing 
0 Nonmetahc Other NONE 

I 1116- to lnr Land 

fife= to lnr Gap 
Sketches, produchon Dramgs ,  Weld symbols or Wntten Descnptton 
should show the g e d  arrangement of the pam to be welded wberc 
apphcable. the root spamg and the derruls of weld groove may be 
specrfied 

(At the opaon of the Mfgr , sketches may be attached to illustrate jomt design, 
weld layers and bead sequence, e g far notch toughness procedures. far 
multtple process pmc&m~. etc ) 

* BASE METALS (QW-sCn) 
P-NO 8 G r o ~ p N o  1 toP-No 8 Gr0upN0 1 

a 
Specdmon type and grade AS'IU A-312.A- 182.A-240 TYPICAL 
to Speclficauon type and grade TP-304L 

a 
Chemcal Analysls and Mechanical Property 
to chemical Analysis and Mechamcal Property 

Thickness Range 

Plpe Dia. Range Groove 1/2"TouNLIMITED 
Other 

BaseMeral Groove OWTO 56(T'INCLUSlVE Fillet ALL 

* FILLERMETALS (QW-404) 
Specfimon No (SFA) SFA-5 9 
AWSNo (Class) ER308L 
F-NO 6 
A-NO 1 
Size of Filler Metal 1/16",3/32"&1/8" 
Weld Metal 

T h l W  Range 
Groove OWTO 560" 
Fdlet. ALL 

Electrode- Flux (Class) N/A 
Flux Trade Name N/A 
Consumable Insen N/A 
Otber 

* Each base metal-filler metal combinatton should be recocded mdwdually 



QW-482 (BACK) 
WPS NO RMRS -T8/8 Rensron No 0 

I 

=(eg ,  
Runarks, 
-ts. 
Hot Win 
MdltlaL 

Weld Roccss class Dlameer m b P  Volt Travel T- 
Laya<s) polar mge sptd Tach 

Angle. Etc 

I 10-15 
90-110 I 12-16 

ALL I GTAW I ER-308L I DCEN I I I loo-140 

POSITIONS ( Q W 4 )  POSTWELJI HEATTREATMENT (QW-407) 
POSlhOn(S) of Groove ALL TemperatrrnRauge NONE 
Weldmghgressxm Up TimeRange N/A 
Pwtron(s) of Ffla ALL 

PrebeatTeznperature-Mm 60DEGF Percent composltlm 
I n t e r p s s s T ~ ~ W - M a x  300DEGF Gas(=) (M.~tm) FlowRate 
PnbeatMamtemoce NONE Slueldmg ARGON 9991PURE 10-20CFH 
(Cmmuous or speaal beaMg where apphcable should Triulmg NONE 
berecoldesl) B-g ARGON 9 9 9 % W  10-2OCFH 

PREHEAT ( Q W W  GAS (Qw-408) 

ELECTRICAL CHARACTERISTICS (QW-409) 

Amps(Range) 90-180 Volu(Raoge) 10-20 
curreat: Dc polarity. IXEN-STRAIGHT 

(Amps aud vdu range should be recorded fmeach electrode 
posrtroo, aud truckpess, etc T ~ I S  lnfonnapon may be Wed in a 
tabular form slmllar to that sbownbelow) 

Tuogsteo Elecaode Sue and Type 2% CE3UA'IED 3/32" TU" 
ModcdMetalTderfaGMAW NIA 
EJecaode Win feed speed m g c  N/A 

Weld 
Laya<s) 

~ 

TECHNIQUE (QW410) 
Smog a Weave Bead S " G  
OfltiCeorGarCupStze #4,50R6 
Iomal and Interpass Qeanmg (Bmhmg, Gimdurg, etc ) GRINDING TO FEATHER TACK WELDS FZRMTED 
BRUSHING WITH STAINLESS STEEL BRUSH ONLY 
MetboddBackGoug~og' N/A 
osdlatloo. MANUAL 
Contact Thbe to Work Dwaoce. N/A 
Mulhple ar Srngle Pass (per SI&) MULTIPLE 
Mulhpk or Single Electrodes SINGLE 
TravelSpeed MANUAL 
Peeauog NO 
other 

I 

=(eg ,  
Runarks, 
-ts. 
Hot Win 
MdltlaL 

Roccss class Dlameer m b P  Volt Travel T- 
polar mge sptd Tach 

Angle. Etc 
ALL GTAW ER-308 L 1/16", DCEN 90-110 10-15 MANUAL 

3t32' loo-140 12-16 

1 
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